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Reamers. For many purposes the holes produced by twist drills are
not accurate enough in size nor do they have a good enough finish and,
when this is so, the holes are frequently drilled undersize and are then
finished by reaming. Reamers are made in various forms and a selection
is shown in Fig. 194, That at a is a hand reamer and is slightly tapered

FIG. 194.

for about | in. from the end to enable it to be inserted in the hole, through
which it is worked with a twisting motion, combined with an axial
pressure, applied through a double-ended wrench.
Fig. 195 shows an enlarged view of a reamer tooth
and it will be seen that the cutting edge is provided
with a definite clearance, the angle B varying from 4
to 8 degrees. The face A of the tooth may be radial
but is sometimes given a definite negative rake.
The tooth is sharpened by grinding the land B
wiiose width, in a new reamer, varies from as little as 0-01 up to 0-05 in.
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